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List Value per Item 

Discount 

Resinoid 

Bonded 

Steel 

Bonded 

Less than $500.00 

45% 

40% 

$500.00 to less than $ 10C 0 

45 - 5% 

40 - 5% 

$1,000 to less than $2,000 

45 - 10% 

40 - 10% 

$2,000 or more 

45 - 15% 

40 - 15% 


An ITEM is defined as the total quantity of a single 
specification ordered for shipment at one time and to 
one destination. The total list value of an order for 
two or more items does not determine the discount 

The Wickman Manufacturing Company 

15533 Woodrow Wilson Ave., Detroit 3, Michigan 
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*)afooductiou 


As long-time manufacturers of cemented carbides in both 
England and Canada, the Wickman organization has had an 
excellent opportunity to study the special properties required 
in an abrasive wheel for the most efficient grinding of carbide 
tools. 

Working in close collaboration with the Wickman Grind¬ 
ing Department, our Research Department originated the dia¬ 
mond-impregnated wheel more than 15 years ago to provide 
a faster cutting action than ordinary wheels without the usual 
tendency to "heat up." The American-made Wickman Resi- 
noid-Bonded Diamond Wheels listed herein are of the same 
design as those manufactured by Wickman in England for 
the past 15 years, and for a number of years in our Canadian 
plant. 

The Wickman-Neven Steel-Bonded Diamond Wheel was 
later developed to meet certain requirements as indicated 
on Page 5 under "Resinoid vs. Steel Bond." 


DIAMOND WHEELS 
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USES OF DIAMOND WHEELS 

Wickman Diamond Wheels are ideal for grinding carbide 
tools of all kinds—both single-point tools for screw machines, 
lathes, shapers, etc., and carbide-tipped multiple-point tools 
such as reamers, broaches and milling cutters. 

Illustrated below are photomicrographs, 20 magnification. 
They show the cutting edge of a cemented carbide tool in 
three separate grinding stages: 



FIGURE 1 FIGURE 2 FIGURE 3 


Cutting edge 
ground with 
silicon roughing 
wheel. 


Cutting edge 
ground with 
silicon finish¬ 
ing wheel. 


Cutting edge 
lapped with 
Wickman Dia¬ 
mond Wheel. 


Since the basic material in all cemented carbides is com¬ 
pressed powder it is therefore quite obvious that a ragged 
cutting edge is weak and will break down quickly. Compare 
the uneven cutting edges produced by grinding wheels, Figs. 
1 and 2, with the strong, uniform cutting edge obtained with the 
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Wickman Diamond Wheel, as in Fig. 3. Carbide tools finished 
on a Wickman Diamond Wheel will give up to 300% in¬ 
creased life between regrinds. 

Wickman Diamond Wheels are also used to advantage in 
cutting off, slotting or finish-grinding other hard-to-work mate¬ 
rials such as glass, ceramics, quartz and abrasives. 


RESINOID vs. STEEL BOND 

Resinoid-bonded wheels have a faster and freer cutting 
action than steel-bonded wheels, and require less frequent 
dressing. 

Unlike the softer resinoid wheels, steel-bonded wheels are 
practically indestructible and are not damaged even by 
plunging sharp-pointed carbide tools into them. Thus steel- 
bonded wheels are recommended particularly for all offhand 
grinding by relatively unskilled operators. In addition, they 
have three to four times the service life of resinoid wheels. 

Steel-bonded wheels also offer maximum economy in 
grinding, drilling or cutting off glass, quartz, ceramics and 
other abrasive materials which serve to dress the wheel and 
cause no loading or glazing. 

If in doubt as to which type of wheel to use for any given 
application, our Grinding Wheel Service Department will be 
glad to advise you. 

DIAMOND WHEELS HliclillUUl 
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WICKMAN RESINOID-BONDED 
DIAMOND WHEELS 

INSTRUCTIONS FOR USE 


The bond used in the Wickman Resinoid-Bonded Diamond 
Wheels is exceptionally strong and holds the diamond par¬ 
ticles firmly while cutting. At the same time # it has the ability 
to break down just sufficiently to present new diamond par¬ 
ticles to the work, and thus eliminates excessive glazing or 
loading. 

The following paragraphs are presented for your guidance 
in using these wheels to best advantage. Note that this mate¬ 
rial applies only to resinoid -bonded wheels. Proper use of 
stfee/-bonded wheels differs from the following in several im¬ 
portant respects and instructions for using the latter wheels 
are given on pages 23-25. 


SELECTION OF GRIT SIZE 

Standard grit sizes are as follows: 

80, 90, 100, 120, 150, 180, 220, 240, 320, 400. 


For use on Cemented Carbides, we normally recommend: 
100-Grit for rough grinding. 

180-Grit for general purpose grinding. 

220-Grit for finish grinding, also for hand hones. 

320-Grit for extra-fine finishes, also for hand hones. 

Where the tools are in reasonably good condition, 180-Grit 
can be used most economically. This wheel combines rapid 
metal removal with an acceptable finish. When using 100- 
Grit, it is sometimes advisable to finish on a finer wheel such 
as 180 or 220-Grit. 

TOOL SHANK RELIEF 

The relief on the tool shank should be 2° to 3° greater than 
the relief on the carbide tip so that the diamond wheel will 
not come in contact with the steel. 



RESINOID-BONDED 
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MOUNTING WHEELS 

Cup and dish wheels should be mounted on the machine 
spindle so that the diamond-impregnated face runs perfectly 
true. 

The arbor holes of peripheral-type wheels are bored slight¬ 
ly oversize so that the wheel can be adjusted to run true. 
When setting up a Wickman diamond peripheral wheel, tight¬ 
en the flange by hand and then tap very lightly with a ham¬ 
mer until the wheel runs true to within .0005", using a block 
of wood as a buffer between the wheel and the hammer to 
prevent damage to the wheel. Then tighten the flange secure¬ 
ly. Recheck with a dial indicator before using. 



SPEEDS AND FEEDS 

Wickman Resinoid-Bonded Diamond Wheels should be 
used at 4500 to 5500 surface feet per minute. 

For offhand grinding, use light to medium pressure only. 
Heavy pressure creates excessive heat, which will tend to 
break down the bond of the wheel and also crack the carbide 
tips. To avoid wearing grooves in the diamond face, move 
the tool back and forth across the face of the wheel. 

For surface grinding with a peripheral wheel, use down 
feeds of .0002" to .001" according to the grit size. Use table 
traverse rates of 100" to 500" per minute, and cross feeds of 
.030" to .060". Reduce the down feed and cross feed toward 
the end of the operation to obtain the desired finish on the 
work. 


COOLANT 

For best results, whenever possible, use a copious flow of 
coolant. Plain water or any common grinding solution may 
be used. In cases where wet grinding equipment is not avail¬ 
able, a thin oil may be used to lubricate the diamond-impreg¬ 
nated face of the wheel. This may be applied by means of a 
felt wick, saturated in oil, pressed against the wheel face by 
means of a flat spring. 



DIAMOND WHEELS 
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DRESSING AND TRUING 

Wickman Resinoid-Bonded Diamond Wheels do not glaze 
or load up readily, unless they are allowed to run dry or grind 
the steel below the cemented carbide tip. In cases where 
glazing has taken place, dress lightly with pumice stone under 
a good flow of coolant. Do not attempt to dress or true up the 
wheel with a diamond. Do not dress the wheel unless abso¬ 
lutely necessary as this tends to shorten the life of the wheel. 

HAND HONES 

Wickman Diamond Hones are invaluable for retouching 
tool setups where considerable loss of production time would 
be occasioned by taking out the tools for grinding by orthodox 
means. 

Single-ended hones are usually furnished in 220-Grit. 

Double-ended hones are normally manufactured with 220- 
Grit at one end and 320-Grit at the other. 

DIAMOND SECTION 

Although Wickman Resinoid-Bonded Diamond Wheels and 
Hones are offered with various depths of diamond impregna¬ 
tion, it is more economical to order the maximum diamond 
section available. For example, it will be seen that a wheel 
with 1/8" depth of diamond section is listed at considerably 
less than twice the price of a similar wheel with 1/16" diamond 
section, yet the wheel with 1/8" depth of diamond has twice 
as many carats of diamond powder and will therefore quite 
logically give twice the life of the wheel with 1/16" depth of 
diamond impregnation. 

HOW TO ORDER 

In ordering Wickman Resinoid-Bonded Diamond Wheels it 
is necessary to specify only the wheel number, hole size and 
grit size. In ordering Hand Hones, only the hone number and 
grit size need be specified. In the absence of other information 
it will be assumed that the wheels or hones will be used on 
cemented carbides. 




9 


MARKING SYMBOLS 


Wickman Resinoid-Bonded Diamond Wheels Only 

All Wickman Resinoid-Bonded Diamond Wheels are marked 
with the Wheel Number, which determines not only the wheel 
shape, but also the concentration and depth of diamond im¬ 
pregnation. In addition, they are marked in accordance with 
the following chart. The latter marking enables the grinding 
machine operator to identify the wheel without reference to 
this catalog. 

Below is a typical wheel marking. 




Wickman Resinoid-Bonded Diamond Wheels are manufac¬ 
tured under one or more of these United States Patents: 

1832515 2097803 2238351 

1981970 2137986 2334048 

2073590 2150886 2334049 

Re. 21165 Re. 21789 


Made and sold for use in U. S. A. only. 
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TYPE D1S 

Straight—Diamond Throughout 



Size in Inches 








Diamond 

Lis! 

Wheel 

Wheel 

Wheel 

Hole 

Concen- 

Price 

Number 

Diam. 

Thick. 

Diam. 

tration 

Each 


D 

T 

H 



11001-S 

% 

Ya 

Yb 

100 

$ 21.20 

11004-S 

3 /b 

Ya 

Yb 

100 

26.50 

11005-S 

3 /s 

Yb 

Yb 

100 

32.20 

11006-S 

% 

Ya 

Yb 

100 

33.90 

11007-S 

y 2 

Yb 

Ya 

100 

38.60 

11008-S 

Yi 

Yi 

Ya 

100 

46.45 

11009-S 

Yb 

Ya 

Ya 

100 

46.25 

11010-S 

Ys 

Yb 

Ya 

100 

58.90 

11011-S 

Yb 

Yi 

Ya 

100 

71.55 

11012-S 

Ya 

Ya 

Ya 

100 

57.95 

11013-S 

Ya 

Yi 

Ya 

100 

94.85 

11014-S 

Ya 

Ya 

Ya 

100 

131.05 

11015-S 

1 

Ya 

Ya 

100 

88.95 

11016-S 

1 

Yi 

Ya 

100 

156.50 

11017-S 

1 

Ya 

Ya 

100 

223.10 


Prices subject to discount 


These wheels may be ordered by specify¬ 
ing only the wheel number and grit size. 
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TYPE DWS 

Straight—Mounted on Mandrel—Diamond Throughout 



Size in Inches 








Diamond 

List 

Wheel 

Wheel 

Wheel 

Mandrel 

Concen- 

Price 

Number 

Diam. 

Thick. 

Diam. 

tration 

Each 


D 

T 




DW-143-S 

Vs 

y 8 

Vs 

IOC 

$17.70 

DW-144-S 

14 

y» 

Vs 

100 

19.95 

DW-247-S 

3 /l6 

3 /l6 

Vs 

100 

19.85 

DW-152-S 

3 /l6 

14 

Vs 

100 

21.25 

DW-158-S 

Va 

Vs 

Vs 

100 

18.75 

DW-160-S 

14 

Va 

Vs 

100 

22.05 

DW-162-S 

14 

3 /b 

Vs 

100 

25.10 

DW-163-S 

14 

y 2 

Vs 

100 

28.15 

DW-167-S 

5 /l6 

y 4 

Vs 

100 

24.45 

DW-168-S 

S /16 

Vi6 

Vs 

100 

27.30 

DW-174-S 

3 /b 

Va 

Vs 

100 

27.35 

DW-175-S 

3 /b 

3 /b 

Vs 

100 

33.05 

DW-176-S 

3 /b 

y 2 

Vs 

100 

38.75 

DW-182-S 

y 2 

Vs 

Vs 

100 

25.10 

DW-183-S 

y 2 

Va 

Vs 

100 

34.80 

DW-184-S 

y 2 

3 /b 

Vs 

100 

44.20 

DW-185-S 

i/ 2 

y 2 

Vs 

100 

53.60 

DW-248-S 

y 2 

y 2 

Va 

100 

53,60 

DW-192-S 

5 /b 

Va 

Vs 

100 

50.35 

DW-193-S 

5 /b 

3 /b 

Vs 

100 

64.50 

DW-194-S 

5 /b 

Vh 

Vs 

100 

78.70 

DW-249-S 

5 /b 

Vi 

Va 

100 

78.70 

DW-203-S 

3 A 

Vi 

Vs 

100 

95.60 

DW-250-S 

3 A 

y 2 

Va 

100 

95.60 

DW-216-S 

i 

Va 

Va 

100 

89.80 

DW-218-S 

i 

y 2 

Va 

100 

157.20 



Prices subject to discount 

These wheels may be ordered by specifying only the 
wheel number, grit size, and length of mandrel desired. 
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TYPE D1T 


Straight—Diamond in Periphery 



Size in Inches 

Diamond 

Depth 






List 

Wheel 

Wheel 

Wheel 

Hole 

Concen- 

Diamond 

Price 

Number 

Diam. 

Thick. 

Diam. 

tration 

Section 

Each 


D 

T 

H 


X (In.) 


12002-B 

3 /4 

Va 


100 

V\6 

$ 35.65 

12002-D 

3 /4 

Va 


100 

Vb 

45.20 

12004-B 

3 /4 

'A 


100 

V,6 

50.35 

12004-D 

3 /4 

y 2 


100 

Vb 

69.40 

12078-B 

3 /4 

3 /4 


100 

Vl6 

64.25 

12078-D 

3 /4 

3 /4 


100 

Vb 

92.85 

12005-B 

1 

Vb 


100 

V\6 

31.25 

12005-D 

1 

Vb 


100 

Vb 

38.05 

12006-B 

1 

Va 


100 

V\6 

41.25 

12006-D 

1 

Va 


100 

Vb 

55.00 

12008-B 

1 

Vi 

<D 

k. 

100 

y 6 

61.10 

12008-D 

1 

y 2 

a> 

■E 

100 

Vb 

88.60 

12012-B 

iy 2 

Va 

o 

100 

V\6 

60.40 

12012-D 

V/2 

Va 

M 

< 

100 

Vb 

82.65 

12013-B 

V/ 2 

Vb 


100 

Vl6 

74.80 

12013-D 

VA 

Vb 


100 

Vb 

108.25 

12014-B 

VA 

y 2 


100 

Mi 

89.30 

12014-D 

VA 

y 2 


100 

Vb 

133.80 

12064-B 

2 

Vs 


100 

Vs 

49.40 

12064-D 

2 

Vb 


100 

Vb 

64.85 

12015-B 

2 

Va 


100 

Vs 

71.90 

12015-D 

2 

Va 


100 

Vb 

102.60 

12016-B 

2 

Vb 


100 

Vs 

91.30 

12016-D 

2 

Vb 


100 

Vb 

137.45 


(For variations in Thickness (T) and Depth of Diamond Section (X) please inquire.) 

Prices subject to discount 

These wheels may be ordered by specifying only 
the wheel number, hole diameter and grit size. 

(Continued next page) 
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TYPE D1T 

Straight—Diamond in Periphery 



Size in Inches 








Diamond 

Depth 

List 

Wheel 

Wheel 

Wheel 

Hole 

Concen- 

Diamond 

Price 

Number 

Diam. 

Thick. 

Diam. 

tration 

Section 

Each 


D 

T 

H 


X (In.) 


12017-B 

2 

Vi 


100 

Vk 

$110.70 

12017-D 

2 

Vi 


100 

Va 

172.25 

12022-D 

3 

V\s 


100 

Va 

66.40 

12024-B 

3 

Va 


100 

Vs 

69.90 

12024-D 

3 

Vs 


100 

Va 

93.80 

12027-B 

3 

Va 


100 

Vs 

100.85 

12027-D 

3 

Va 


100 

Va 

148.55 

12028-B 

3 

Va 


100 

Vs 

128.75 

12028-D 

3 

Va 


100 

Va 

200.30 

12029-B 

3 

y 2 


100 

Vs 

156.65 

12029-D 

3 

Vi 


100 

Va 

252.05 

12031-D 

4 

Vi* 


100 

Va 

77.90 

12031-F 

4 

vk 

T3 

50 

Va 

61.40 

12032-B 

4 

Va 

o 

k. 

100 

Vs 

81.40 

12032-D 

4 

Va 

<U 

"0 

100 

Va 

113.75 

12032-F 

4 

Va 

O 

50 

Va 

80.90 

12033-B 

4 

Va 

(/) 

< 

100 

Vs 

120.80 

12033-D 

4 

Va 


100 

Va 

185.45 

12033-F 

4 

Va 


50 

Va 

119.75 

12034-B 

4 

Va 


100 

Vs 

157.15 

12034-D 

4 

Va 


100 

Va 

254.20 

12035-B 

4 

Vi 


100 

Vs 

193.60 

12035-D 

4 

Vi 


100 

Va 

322.95 

12037-D 

5 

Vs 


100 

Va 

89.35 

12037-F 

5 

Vs 


50 

Va 

68.70 

12038-B 

5 

Va 


100 

Vs 

92.90 

12038-D 

5 

Va 


100 

Va 

133.70 

12038-F 

5 

Va 


50 

Va 

92.35 

12065-B 

5 

Vs 


100 

Vs 

116.80 

12065-D 

5 

Vs 


100 

Va 

178.00 


(For variations in Thickness (T) and Depth of Diamond Section (X) please inquire.) 



Prices subject to discount 


These wheels may be ordered by specifying only 
the wheel number, hole diameter and grit size. 

(Continued next page) 
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TYPE D1T 

Straight—Diamond in Periphery 



Size in Inches 

Diamond 







Depth 

List 

Wheel 

Wheel 

Wheel 

Hole 

Concen- 

Diamond 

Price 

Number 

Diam. 

Thick. 

Diam. 

tration 

Section 

Each 


D 

T 

H 


X (In.) 


12039-B 

5 

Va 


too 

V\6 

$140.75 

12039-D 

5 

Va 


100 

Vs 

222.40 

12039-F 

5 

Va 


50 

Vs 

139.70 

12040-B 

5 

V2 


100 

Vs 

230.50 

12040-D 

5 

y 2 


100 

Vs 

* 

393.80 

12043-D 

6 

y.6 


100 

Vs 

100.85 

12043-F 

6 

Vfe 


50 

Vs 

75.90 

12044-B 

6 

Va 


100 

Vs 

104.35 

12044-D 

6 

Vs 


100 

Vs 

153.65 

12044-F 

6 

Vs 


50 

Vs 

103.85 

12066-B 

6 

Vs 


100 

Vs 

132.55 

12066-D 

6 

Vs 


100 

Vs 

206.50 

12045-B 

6 

Va 

-o 

100 

Vs 

160.70 

12045-D 

6 

Va 


100 

Vs 

259.35 

12045-F 

6 

Va 

o 

~Q 

50 

Vs 

159.65 

12046-B 

6 

3 /b 

o 

100 

Vs 

214.10 

12046-D 

6 

Vs 

V 

100 

Vs 

362.00 

12047-B 

6 

V2 

M 

100 

Vs 

270.45 

12047-D 

6 

V2 


100 

Vs 

467.70 

12048-D 

7 

V\6 


100 

Vs 

112.30 

12049-B 

7 

Vs 


100 

Vs 

115.85 

12049-D 

7 

Vs 


100 

Vs 

173.65 

12067-B 

7 

Vl6 


100 

Vs 

148.25 

12067-D 

7 

Vs 


100 

Vs 

234.95 

12050-B 

7 

Va 


100 

Vs 

180.70 

12050-D 

7 

Va 


100 

Vs 

296.30 

12051-B 

7 

Vs 


100 

Vs 

245.55 

12051-D 

7 

Vs 


100 

Vs 

418.85 

12052-B 

7 

V2 


100 

Vs 

310.40 

12052-D 

7 

V2 


100 

Vs 

541.50 


(For variations in Thickness (T) and Depth of Diamond Section (X) please inquire. 


Prices subject to discount 


These wheels may be ordered by specifying only 
the wheel number, hole diameter and grit size. 
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TYPE D1T 

Straight—Diamond in Periphery 




Size in Inches 






— 

---1 

Diamond 

Depth 

List 

Wheel 

Wheel 

Wheel 

Hole 

Concen- 

Diamond 

Price 

Number 

Diam. 

Thick. 

Diam. 

tration 

Section 

Each 


D 

T 

H 


X (In.) 


12068-B 

8 

3 /l6 


100 

yi6 

$ 161.00 

12068-D 

8 

V\6 


100 

Vb 

260.40 

12068-K 

8 

Vs 


100 

Va 

454.40 

12055-B 

8 

Va 


100 

Vfa 

197.65 

12055-D 

8 

Va 


100 

Vb 

330.20 

12055-K 

8 

Va 


100 

Va 

588.90 

12069-B 

8 

Vb 


100 

Vfe 

271.00 

12069-D 

8 

3 /b 


100 

Vb 

469.80 

12069-K 

8 

% 


100 

Va 

857.80 

12056-B 

8 

V2 

u 

100 

y 6 

344.35 

12056-D 

8 

Vl 

a> 

k. 

100 

Vb 

609.40 

12056-K 

8 

'A 

At 

■a 

100 

Va 

1126.75 




k. 




12057-B 

10 

Va 

O 

100 

w 

243.55 

12057-D 

10 

Va 

M 

100 

Vb 

410.05 

12057-K 

10 

Va 

< 

100 

Va 

736.60 

12058-B 

10 

Vb 


100 

Vk 

333.85 

12058-D 

10 

3 /b 


100 

Vb 

583.55 

12058-K 

10 

3 /b 


100 

Va 

1073.45 

12059-B 

10 

y 2 


100 

Vfe 

427.15 

12059-D 

10 

y 2 


100 

Vb 

760.10 

12059-K 

10 

y 2 


100 

Va 

1413.20 

12070-B 

10 

Va 


100 

Vs 

607.75 

12070-D 

10 

Va 


100 

Vb 

1107.20 

12070-K 

10 

Va 


100 

Va 

2086.85 


(For variations in Thickness (T) and Depth of Diamond Section (X) please inquire.) 



Prices subject to discount 


These wheels may be ordered by specifying only 
the wheel number, hole diameter and grit size. 
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TYPE 


i 

1 


T 

T 

i 

DITFF 

ixj 

-H-»l 

k* 



Straight—Round Face—Diamond in Periphery 


Wheel 

Number 

Size in Inches 

Diamond 

Concen¬ 

tration 

Depth 

Diamond 

Section 

X (In.) 

List 

Price 

Each 

Wheel 

Diam. 

D 

Wheel 

Thick. 

T 

Hole 

Diam. 

H 

Radius 
On Face 

R 

16001-D 

3 

Va 

■o 

Vl6 

100 

Va 

$102.35 

16003-D 

3 

Va 

a> 

Va 

100 

Va 

156.90 

16004-D 

4 

Va 

V 

-D 

Vi« 

100 

Va 

122.90 

16011-D 

4 

Va 

o 

Va 

100 

Va 

194.45 

16006-D 

6 

Va 


Via 

100 

Va 

164.00 

16007-D 

6 

Va 


Va 

100 

Va 

269.50 


D 



p—W — 


Plain Cup—Diamond in Rim 


Wheel 

Number 


Size 

in Inches 



Diamond 

Concen- 

Depth 

Diamond 

Section 

X (In.) 

List 

Price 

Each 

Wheel 

Diam. 

D 

Wheel 

Thick. 

T 

Hole 

Diam. 

H 

Rim 

Width 

W 

Back 

Thick. 

E 

61001-B 

6 

Va 


Va 

Va 

100 

Vis 

$218.15 

61001-D 

6 

Va 


Va 

Va 

100 

Va 

361.25 

61001-C 

6 

Va 


Va 

Va 

50 

Va 

146.60 

61001-F 

6 

Va 

*o 

Va 

Va 

50 

Va 

218.15 

61001-H 

6 

Va 

0) 

In 

a 

-o 

Va 

Va 

25 

Va 

146.60 

61003-B 

6 

Va 

o 

</> 

Va 

Va 

100 

Va 

342.20 

61003-D 

6 

Va 

< 

Va 

Va 

100 

Va 

609.40 

61003-C 

6 

Va 


Va 

Va 

50 

Va 

208.60 

61003-F 

6 

Va 


Va 

Va 

50 

Va 

342.20 

610C3-H 

6 

Va 


Va 

Va 

25 

Va 

208.60 


These wheels may be ordered by specifying only Prices subject to discount. 


the wheel number, hole diameter and grit size. 
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TYPE D6WHC 

Plain Cup—With Bolt Holes—Diamond in Rim 



Size in Inches 

Diamond 

Concen- 


List 

Price 

Wheel 

Number 

Wheel 

Wheel 

Hole 

Rim 

Back 

Depth 

Diamond 

Diam. 

Thick. 

Diam. 

Width 

Thick. 

tration 

Section 

Each 


D 

T 

H 

W 

E 


X (In.) 


61801-B 

6 

3 /4 


Vb 

V\6 

100 

Vfe 

$220.15 

61801-D 

6 

3 /4 


Vb 

V\6 

100 

Vb 

363.25 

61801 -C 

6 

3 /4 


Vs 

7 /l6 

50 

y.6 

148.60 

61801-F 

6 

3 /4 

-o 

o 

Vb 

7 /i6 

50 

Vb 

220.15 

61801-H 

6 

3 /4 

w 

a> 

T3 

Vb 

7 /b 

25 

Vb 

148.60 




W 






61 803-B 

6 

3 /4 

o 

3 A 

7 /.6 

100 

Vl6 

344.20 

61803-D 

6 

3 /4 

< 

3 /4 

7 /l6 

100 

Vb 

611.40 

61803-C 

6 

3 /4 


3 /4 

7 /l6 

50 

V\6 

210.60 

61803-F 

6 

3 /4 


3 /4 

Vl6 

50 

Vb 

344.20 

61803-H 

6 

3 /4 


3 /4 

Vl6 

25 

Vb 

210.60 


Prices subject to discount 


TYPE OF GRINDER HOLE DIAMETER 

Wickman GF2 Carbide Grinder.1-1/4 inch 

Baldor Tool Grinder.1-1/4 inch 

Carboloy Tool Grinder.1-1/4 inch 

Delta Tool Grinder.1-1/4 inch 

Ex-Cell-O Tool Grinder.1-1/4 inch 

Hammond Tool Grinder.1-1/4 inch 

Prosser Tool Grinder.1-3/4 inch 

Sundstrand Tool Grinder.1-1/4 inch 


These wheels may be ordered by specifying only 
the wheel number, hole diameter and grit size. 


DIAMOND WHEELS 


( Hlickman 
































































18 



TYPE D6WH 


Plain Cup—With Bolt Holes—Diamond in Rim 

To suit Heald Grinder 


Wheel 

Number 

Size in Inches 

Diamond 

Concen¬ 

tration 

Depth 

Diamond 

Section 

X (In.) 

List 

Price 

Each 

Wheel 

Diam. 

D 

Wheel 

Thick. 

T 

Hole 

Diam. 

H 

Rim 

Width 

W 

Back 

Thick. 

E 

61901-B 

5 

1 

VA 

1 Vi6 

Vi 

100 

Vfe 

$360.85 

61901-D 

5 

1 

V/a 

lVl6 

V4 

100 

Vs 

644.80 

61901-C 

5 

1 

1 Va 

l'/U 

V2 

50 

Vl6 

218.95 

61 901 -F 

5 

1 

V/a 

l'A 

Vi 

50 

Vs 

360.85 


Prices subject to discount 


These wheels may be ordered by specify¬ 
ing only the wheel number and grit size. 



RESINOID-B O N D E D 
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D 



TYPE D11W 


Flaring Cup—Diamond in Rim 



Size in Inches 




I4IL. -1 






Inside 

Diamond 

Depth 

List 

Wheel 

Wheel 

Wheel 

Hole 

Rim 

Back 

Flat 

Concen- 

Diamond 

Price 

Number 

Diam. 

Thick. 

Diam. 

Width 

Thick. 

Diam. 

tration 

Section 

Each 


D 

T 

H 

W 

E 

K 


X (In.) 


111001-B 

3 

7 /s 

T3 

3 /s 

3 /s 

1% 

100 

Vfe 

$135.80 

1 11001-D 

3 

7 /s 

Jr. 

3 /s 

3 /s 

l 3 /4 

100 

Ye 

202.60 

111001-C 

3 

7 /s 

< -O 

U 

3 /s 

3 /s 

l 3 /4 

50 

Vl6 

102.40 

111001-F 

3 

7 /s 

o 

3 /s 

3 /s 

1% 

50 

Yb 

135.80 


\ 


Prices subject to discount 


These wheels may be ordered by specifying only 
the wheel number, hole diameter and grit size. 
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TYPE DUB 

Flaring Cup—Diamond in Periphery 


- 



Size in Inches 






Wheel 





Inside 

Approx. 

Length 

Diamond 

Depth 

List 

Wheel 

Wheel 

Hole 

Back 

Flat 

Back 

of 

Concen- 

Diamond 

Price 

Number 

Diam. 

Thick. 

Diam. 

Thick. 

Diam. 

Angle 

Insert 

tration 

Section 

Each 


D 

T 

H 

E 

K 

S 

U 


X (In.) 


115001-B 

3 

V/a 


7 /\S 

l 23 /32 

70° 

3 /s 

100 

Ms 

$146.80 

115001-D 

3 

V/a 


Vs 

V 3 /32 

70° 

3 /s 

100 

Vb 

215.50 

115001-C 

3 

V/a 


7 /\S 

1% 

70° 

3 /s 

50 

V>6 

110.90 

115001-F 

3 

V/a 

-o 

0) 

7 /\S 

i% 

70° 

3 /s 

50 

Vb 

145.25 

115002-B 

3 3 /a 

VA 

k. 

o 

Vs 

2'At 

70° 

3 /s 

100 

V\6 

177.40 

115002-D 

3% 

VA 

•v 

Vb 

2M6 

70° 

3 /b 

100 

Vb 

264.55 

115002-C 

3 Va 

VA 

A 

Vs 

2 Vl6 

70° 

3 /b 

50 

Vs 

132.20 

115002-F 

3% 

VA 

o 

Vb 

2 'At 

70° 

3 /b 

50 

Vb 

175.75 

115003-B 

5 

V/a 

< 

'A 

3Va 

70° 

Vl6 

100 

Vs 

237.90 

115003-D 

5 

V/a 


'A 

3 Va 

70° 

Vl6 

100 

Vb 

376.00 

115003-C 

5 

V/a 


} A 

3Va 

70° 

7 /6 

50 

Vs 

166.95 

115003-F 

5 

V/a 


'A 

3Va 

70° 

7 /b 

50 

Vb 

236.00 

— 


Prices subject to discount 

These wheels may be ordered by specifying only 
the wheel number, hole diameter and grit size. 
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TYPE D12W 

Dish—Diamond in Rim 




Size in Inches 




\A/ It aa| 






Inside 

Diamond 

Depth 

List 

ft nc Cl 

Wheel 

Wheel 

Hole 

Rim 

Back 

Flat 

Concen- 

Diamond 

Price 

numDcr 

Diam. 

Thick. 

Diam. 

Width 

Thick. 

Diam. 

tration 

Section 

Each 


D 

T 

H 

W 

E 

K 


X (In.) 


121001-B 

3 

7 /b 


Vb 

Vb 

1 Va 

100 

Ms 

$ 93.40 

121001-D 

3 

7 /b 


Vb 

Vb 

1 Va 

100 

Vb 

117.80 

121001-C 

3 

7 /b 


Vb 

Vb 

1 Va 

50 

V\6 

81.20 

121001-F 

3 

7s 


Vb 

Vb 

1 Va 

50 

Vs 

93.40 

121002-B 

3 

7 /b 

-o 

Va 

Vb 

1 Va 

100 

Ms 

115.65 

121002-D 

3 

7 /b 

0) 

k. 

Va 

Vb 

1 Va 

100 

Ms 

162.30 

121002-C 

3 

7 /b 

0) 

Va 

Vb 

1 Va 

50 

Ms 

92.35 

121002-F 

3 

7 /b 

"0 

w 

Va 

Vb 

1 Va 

50 

Mb 

115.65 

121006-B 

3 

7 /b 

o 

Vb 

Vb 

1 Va 

100 

Ms 

135.80 

121006-D 

3 

7 /b 

«l 

Vb 

Vb 

V/a 

100 

Mb 

202.60 

121006-C 

3 

Vb 

< 

Vb 

Vb 

1 Va 

50 

Ms 

102.40 

121006-F 

3 

Vb 


Vb 

Vb 

V/a 

50 

Mb 

135.80 

121003-B 

6 

1 


V\6 

Vi 

2Vb 

100 

Ms 

155.00 

121003-D 

6 

1 


V\6 

Vi 

2Vb 

100 

Mb 

228.90 

121003-C 

6 

1 


V)6 

Vt. 

2Vb 

50 

Ms 

117.95 

121003-F 

6 

1 


V\6 

Vi 

2 s /b 

50 

Mb 

155.00 


Prices subject to discount 


These wheels may be ordered by specifying only 
the wheel number, hole diameter and grit size. 
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TYPE D12WVI 

Dish—Rim Bevelled Inside 
Diamond in Rim 





Size in 

Inches 
















Hin. 












V IQ* 

ueptn 


Wheel 






Inside 



mond 

Dia- 

List 

Number 

Wheel 

Wheel 

Hole 

Rim 

Back 

Flat 

Dish 

Rim 

Con- 

mond 

Price 


)iam. 

Thick 

)iam. 

Width 

Thick. 

Diam. 

Angle 

level 

centra- 

Sec. 

Each 


D 

T 

H 

W 

E 

K 

B 

V 

tion 

X(ln.) 


122003-B 

3 

7 /s 


Va 

Vs 

l 3 /s 

45° 

10° 

100 

V\6 i 

M 29.45 

122003-D 

3 

7 /s 


Va 

Vs 

1 3 /e 

45° 

10° 

100 

Vs 

176.10 

122003-C 

3 

7 /s 

"O 

0) 

Va 

Vs 

IVs 

45° 

10° 

50 

Vs 

106.15 

122003-F 

3 

7 /s 

a> 

■o 

Va 

Vs 

i% 

45° 

10° 

50 

Vs 

129.45 

122005-B 

3 

7 /s 

6 

</> 

Vs 

Vs 

P/s 

45° 

10° 

100 

Vs 

149.60 

122005-D 

3 

7 /s 

< 

Vs 

Vs 

P/8 

45° 

10° 

100 

Vs 

216.40 

122005-C 

3 

7 /s 


Vs 

Vs 

P/s 

45° 

10° 

50 

Vs 

116.20 

122005-F 

3 

7 /b 


Vs 

Vs 

P/s 

45° 

10° 

50 

Vs 

149.60 


These wheels also available with 
20 Rim Bevel at the same prices. 


Prices subject to discount 


These wheels may be ordered by specifying only 
the wheel number, hole diameter and grit size. 
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TYPE DH1 

Hand Hone—Resinoid Bonded 
—Diamond Insert One End 


Hone 

Number 

Size in Inches 

Diamond 

Concen¬ 

tration 

Depth 

Diamond 

Insert 

X (In.) 

List 

Price 

Each 

Length 

L 

Width 

W 

Thick. 

T 

Length 

Insert 

LI 

DH103-B 

4 

3 /s 

Vs 

1 

100 

V)6 

$29o10 


_i 


*1 

W 

h , 

—LI —— 


— LI- 



- T- ♦ 

* T 

X 1 


ik 


< _ ___ J 



TYPE DH2 

Hand Hone—Resinoid Bonded 
—Diamond Insert Both Ends 


Hone 

Number 

Size in Inches 

Diamond 

Concen¬ 

tration 

Depth 

Diamond 

Insert 

X (In.) 

List 

Price 

Each 

Length 

L 

Width 

W 

Thick. 

T 

Length 

Insert 

LI 

DH203-B 

4 

3 /s 

3 /s 

1 

100 

Ms 

$46.25 


Prices subject to discount 

These hones may be ordered by specifying 
only the hone number and grit size. 
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WICKMAN-NEVEN STEEL BONDED 

DIAMOND WHEELS 

INSTRUCTIONS FOR USE 

Steel-bonded diamond wheels require a different technique 
than that employed with resinoid wheels — particularly as 
regards frequency of wheel dressing, speeds and feeds, and 
the required use of coolant in all cases. 

To use these wheels to best advantage, the following points 
should be kept in mind. 

GRIT SIZE 

Each of these wheels is available in several ranges of grit 
size, and recommendations for various requirements are given 
under each wheel listing. 

TOOL SHANK RELIEF 

The relief on the tool shank should be 2 to 3 greater than 
that on the tip, to make sure that the diamond wheel will grind 
only the carbide tip and will not come in contact with the steel 
shank. 


MOUNTING WHEELS 

It is absolutely essential that the spindle be true, rigid and 
without end play. 

Cup and dish wheels should be carefully mounted so that 
the face runs perfectly true. The faces of all Wickman-Neven 
Steel-Bonded Diamond Wheels as furnished are true with the 
back face of the wheel and with the hole. 

When mounting peripheral wheels, first tighten the flange 
by hand and tap lightly with a hammer until the wheel runs 
true to within .0005", using a block of wood to cushion the 
tapping. Then tighten the flange securely. Recheck with a 
dial indicator before using. 



( |||ickmiin-||eiiei1 STEEL - BONDED 
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COOLANT 

With steel-bonded wheels, an abundant flow of coolant is 
essential. These wheels should never be used dry; and a felt 
pad is not sufficient to keep the wheel face clean. 

Coolant recommended consists of water plus about 5% of 
soluble oil—just enough to prevent rusting. 


SPEEDS AND FEEDS 

For offhand grinding, use a wheel speed of 5000 to 6000 sur¬ 
face feet per minute. Use a hand pressure of 5 to 7 lb., and 
move the tool back and forth across the face of the wheel. 
Excessive pressure should be avoided, for metal is removed 
more readily with a light pressure. 

For surface grinding with a peripheral wheel on a horizontal 
spindle, use a wheel speed of 4500 to 5500 s.f.p.m. and down 
feeds of .00025" to .001". Use a table traverse rate of 36 to 50 
ft. per min. and cross feed of 1/32" to 1/16" per pass. 

Note that diamond cup wheels are not suitable for use on 
vertical-spindle machines for surface grinding on large con¬ 
tact areas of metallic carbide. Special wheels are available for 
this purpose. 

For cylindrical grinding, use a wheel speed of 5000 to 6500 
s.f.p.m. and a wheel feed of .00025" to .001". The traverse 
should be 1/8 to 1/4 of the wheel width per revolution of the 
work, and the work speed from 50 to 80 s.f.p.m. 

For internal grinding, the wheel speed should be 4500 to 
6000 s.f.p.m. and the depth of cut. 00025" to .0005". Traverse 
should be slow, and the work speed 140 to 180 s.f.p.m. 

For cutter and tool grinding, use a wheel speed of 5500 
s.f.p.m. and a depth of cut from .00025" to .001". To avoid 



DIAMOND WHEELS 
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localized heat generation at the cutting edge of narrow tools, 
the direction of grinding should be from the edge to the root 
wherever practicable. 

The maximum depths of cut given in the foregoing recom¬ 
mendations should not be exceeded; and WET GRINDING IS 
ESSENTIAL in all cases. 

CLEANING THE WHEEL 

Because steel-bonded diamond wheels have a low rate of 
wear, there is a tendency to load or glaze, and it is important 
that the face be kept absolutely clean. Clean regularly with a 
soft grade of silicon carbide stick of about 60 to 100 grit. Run 
the wheel at normal speed with a good flow of coolant, and 
plunge the silicon carbide stick straight into the wheel. Do 
not pass it across the wheel. 

Due to the strength of the bonding material, steel-bonded 
wheels cannot readily be trued or formed to special shapes. 
This, however, is an advantage, since it is virtually impossible 
for the face of the wheel to be grooved or destroyed through 
improper use by unskilled operators. 



|yickman*|| even 
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WICKMAN-NEVEN STEEL-BONDED 

DIAMOND WHEELS 

INSTRUCTIONS FOR ORDERING 

To enable us to advise the most suitable tool for any particu¬ 
lar job, please give the following information with every in¬ 
quiry or order:— 

1. Material to be ground or cut. 

2. Operation. 

3. Amount of material to be removed or depth of cut. 

4. Standard of finish required. 

5. Type of tool required. 

6. Diameter of tool (where applicable). 

7. Width of rim (where applicable). 

8. Bore size or diameter of shank (where applicable). 

9. Type of machine. 

10. H.P. of motor. 

11. Spindle speed. 

12. Wet or dry.* 

13. Type of coolant. 

14. Any other special requirements. 

A detailed sketch is desirable with all inquiries for special 
tools. 

Our Technical Representatives are at your service on re¬ 
quest, and will be glad to discuss any special problems. 


*Dry grinding should not be attempted with Wickman-Neven tools except in 
very special cases — and then only after consultation with our Technical 
Representatives. 


DIAMOND WHEELS 
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TYPE PCW 

Plain Cup—With Bolt Holes—Diamond in Rim 





Size in Inches 



Wheel 

Wheel 

Wheel 

Hole 

Rim 

Back 

Number 

Diam. 

Thick. 

Diam. 

Width 

Thick. 


D 

T 

H 

W 

E 

PCW1 

3 

7 /b 

y 2 

3 /b 

3 /s 

PCW2 

3 

7 /b 

Vi 

7 /b 

3 /s 

PCW3 

4 

1 

3 /4 -o 

5 /s 

3 /s 

PCW4 

5 

1 

% i 

Vs 

3 /e 

PCW5* 

6 

l'/l6 

VA | 

Ye 

3 /b 

PCW6 

6 

lVfe 

1% ° 

3 /4 

3 /b 




V/a 



PCW7 

8 

1 Va 

3 /4 

Vl6 

PCW8 

10 

va 

va ° 

3 /4 

'/2 

PCW9 

12 

2 

5 

3 /4 

Ya 

PCW 10 

14 

2 

5 

1 

3/4 


*This wheel recommended for Wickman-Neven Bench Grinding and Lapping Machine 


These wheels are available in High and Medium 
Diamond Content. For prices see price list. 

The following diamond grit sizes are recommended: 

Roughing . 60 to 80 

Medium .120 to 160 

Fine .260 to 300 

These wheels may be ordered by specify¬ 
ing only the wheel number and grit size 



V 
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TYPE DFPC 

Double Faced Plain Cup—Diamond in Rim 



Size in Inches 

Wheel 

Wheel 

Wheel 

Hole 

Rim 

Center 

Number 

Diam. 

Thick. 

Diam. 

Width 

Thick. 


D 

T 

H 

W 

E 

DFPCO 

6 

VA 

VA 

Vb 

3 /s 

DFPC1 

6 

VA 

1 !4 "S 

3 A 

3 /b 













DFPC2 

8 

l 3 /4 

VA § 

3 A 

V2 

DFPC3 

10 

2 

l’/4 ° 

3 A 

5 /b 




< 



DFPC4 

12 

3 

5 s 

3 A 

3 A 

DFPC5 

14 

3 

5 ° 

l 

1 


These wheels are available in High and Medium 
Diamond Content. For prices see price list. 

The following diamond grit sizes are recommended: 

Roughing . 60 to 80 

Medium .120 to 160 

Fine .260 to 300 


These wheels may be ordered by specify¬ 
ing only the wheel number and grit size. 
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TYPE DW 

Dish—Diamond in Rim 




Size 

in Inches 


Wheel 

Wheel 

Wheel 

Hole 

Rim 

Number 

Diam. 

Thick. 

Diam. 

Width 


D 

T 

H 

W 

DW3 

3 

3 /4 

' /j -a 

Vz 

DW4 

4 

V/z 

1 % -1 

S ft) 

Vz 




J- -o 


DW5 

5 

VA 

\'A 05 

Vz 

DW 6 

6 

V/z 

VA 

Vz 


These wheels are available in High and Medium 
Diamond Content. For prices see price list. 


The following diamond grit sizes are recommended: 

Roughing . 60 to 80 

Medium .120 to 160 

Ping .260 to 300 


These wheels may be ordered by specify¬ 
ing only the wheel number and grit size. 
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TYPE CD 


Cutting Off—Diamond in Periphery 
—Sides Relieved 



Size in Inches 

Wheel 

Wheel 

Wheel 

Hole 

Number 

Diam. 

Thick. 

Diam, 


D 

T 

H 

CD1 

3 

142 

V 2 

CD2 

3 


Vi 

CD3 

4 

Vi2 

Vi 

CD4 

5 

1 m/m 

VA 1 

CD5 

6 

1 m/m 

1 Va • 

CD6 

6 

V1« 

l’/4 l 

CD7 

8 

Vfe 

VA < 

CD8 

10 

Vfe 

VA 5 

CD9 

12 

3 /32 

VA ° 

CD10 

14 

Vs 

VA 

CD11 

18 

V,6 

VA 


The following diamond grit sizes are recommended: 

80 to 100 



These wheels may be ordered by specify¬ 
ing only the wheel number and grit size. 
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Saucer—Rim Bevelled Inside 
—Diamond in Rim 




Size 

in Inches 


Wheel 

Number 

Wheel 

Wheel 

Hole 

Rim 


Diam. 

Thick. 

Diam. 

Width 


D 

T 

H 

W 

SWC1 

V/ 2 

Va 

Vi 

Vl6 

SWC2 

2 

Va 

Vi -o 

As 

V\6 




hm 





o 


SWC3 

3 

Vb 

Vi 1 

3 /l6 

SWC4 

4 

Vi 

1 Va « 

Vl6 




0 




hm 


SWC5 

5 

Vb 

VA ° 

Vl6 

SWC6 

6 

3 A 

1 Va 

3 /l6 


These wheels are available in High and Medium 
Diamond Content. For prices see price list. 


The following diamond grit sizes are recommended: 

Roughing . 60 to 80 

Medium .120 to 160 

Fine .260 to 300 


These wheels may be ordered by specify¬ 
ing only the wheel number and grit size. 



|J|| iclunaii-J|even 7 STEEL - BONDED 
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TYPE GW 


Grooving Wheels for Grinding Chip Breakers 
Diamond in Periphery—Radius One Side 



Size in Inches 

Wheel 

Wheel 

Wheel 

Hole 

Number 

Diam. 

Thick. 

Diam. 


D 

T 

H 

GW1 

3 

3 /32 

V2 

GW2 

3 

Vs 

V2 £ 





GW3 

6 

V32 

i'/« 5 

GW4 

6 

Vs 

VA * 









GW5 

8 

V32 

114 6 

GW6 

8 

Vs 

114 


The following diamond grit sizes are recommended: 


Roughing . 80 to 100 

Medium .100 to 120 



These wheels may be ordered by specify¬ 
ing only the wheel number and grit size. 


DIAMOND WHEELS 
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TYPE EW 


Straight—Diamond in Periphery 



Sire in Inches 

Wheel 

Wheel 

Wheel 

Hole 

Number 

Diam. 

Thick. 

Diam 


D 

T 

H 

EW1 

1 'A 

Vs 

3 /s 

EW2 

V/2 

Va 

3 /s 

EW3 

3 

Vs 

y 2 

EW4 

3 

Va 

y 2 

EW5 

3 

Vi 

y 2 -a 




0) 

EW6 

4 

Va 

VA -S 

EW 7 

4 

Vi 

VA 6 




VI 

EW8 

6 

Va 

VA < 

EW9 

6 

y 2 

1 Va o 

EW10 

8 

Va 

1 Va 

EW1 1 

8 

Vi 

1 Va 

EW12 

10 

3 /s 

VA 

EW13 

10 

y 2 

VA 

EW14 

12 

3 /s 

1 Va 

EW15 

12 

y 2 

1 Va 

EW16 

14 

3 /s 

VA 

EW17 

14 

y 2 

1 Va 


The following diamond grit sizes are recommended: 

Roughing . 60 to 80 

Medium .120 to 160 

Fine .260 to 300 


These wheels may be ordered by specify¬ 
ing only the wheel number and grit size. 


U|iekman>|| even 


STEEL - BONDED 
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TYPES HIG and SIG 

Internal Grinders— 

Straight—Mounted on Mandrel—Diamond Throughout 


Wheel 

Number 

Size in Inches 

D 

d 

T 

s 

L 

SIG2 

3 /l6 

V64 

Va 

Va 

2 

SIG3 

14 

3 /32 

14 

V\6 

2 

SIG4 

S /16 

14 

14 

V\6 

2 

SIG5 

3 /s 

14 

Va 

14 

2 

SIG 6 

3 /s 

Va 

Va 

y* u 

2 

SIG7 

Va 

Va 

Va 

14 S 

2 

SIG 8 

7 /l6 

3 /w 

Va 

Va "2 

r\ 

2 

SIG9 

14 

3 /l6 

Va 

U 

Va 

i'h 

SIG10 

14 

3 /l6 

Va 

3 /s * 

214 

SIG11 

14 

3 /l6 

Va 

Va O 

214 

SIG12 

14 

3 /i6 

14 

Va 

214 

SIG 1 3 

3 /4 

14 

14 

V2 

2 V 2 

SIG14 

3 /4 

14 

3 /b 

V2 

214 

SIG15 

3 /4 

14 

14 

14 

214 

SIG16 

1 

14 

14 

14 

214 

SIG17 

1 

14 

14 

14 

214 

SIG 1 8 

1 14 

% 

14 

14 

214 


The following diamond grit sizes are recommended: 

Roughing . 60 to 80 



Medium .120 to 160 

Fine .260 to 300 


These wheels may be ordered by specifying only 
the wheel number, grit size and length of mandrel. 


DIAMOND WHEELS 
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TYPE ND 

Standard Drills—For Trepanning Abrasives, 
Glass, Quartz and Ceramic Materials 



Size in Inches 

Drill 

Outside 

Inside 

Body 

Shank 

Shank 

Number 

Diam. 

Diam. 

Length 

Length 

Diam. 


D 

1 

B 

L 

S 

ND1 

3 /s 

3 / 6 

l 3 /4 

VA 

1/4 

ND2 

1/2 

V\6 

l 3 /4 

VA 

3 /s 

ND3 

5 /a 

Ve 

l 3 /4 

VA 

1/2 

ND4 

3 /4 

V2 

i% 

VA 

1/2 

ND5 

7 /s 

5 /b 

l 3 /4 

VA 

1/2 

ND6 

1 

3 /4 

2/2 

VA 

V2 

ND7 

r/ 8 

7 /s 

2/2 

VA 

1/2 

ND8 

VA 

1 

2/2 

V/ 7 

1/2 

ND9 

1 3 A 

VA 

2/2 

VA 

1/2 

ND 10 

VA 

VA 

2/2 

VA 

1/2 

ND11 

IV* 

l 3 /s 

2/2 

VA 

1/2 

ND12 

l 3 /4 

VA 

2/2 

VA 

1/2 

ND13 

2 

l 3 /4 

2/2 

1/2 

1/2 

ND14 

2! 4 

2 

2/2 

VA 

1/2 

ND15 

7} A 

2% 

2/2 

VA 

1/2 

ND16 

2% 

# 

2/2 

2/2 

1/2 

1/2 

ND17 

3 

23/4 

— 

— 

— 

ND18 

3'A 

3 

— 


~~ 


These drills may be ordered by specifying only the drill number 
and grit size. See following page for recommended grit sizes. 
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WICKMAN-NEVEN TYPE ND 
STANDARD DRILLS 

INSTRUCTIONS FOR USE 

Wickman-Neven Type ND Standard Drills are designed for 
trepanning internal grinding wheels, glass, guartz and ceramic 
materials. 

In order to obtain maximum efficiency and long service life 
from these tools, the following conditions should be complied 
with: 

1. The drilling machine should have a driving motor or 
power input of at least 1 h.p. 

2. An abundant flow of coolant should be provided—pre¬ 
ferably through the center of the spindle. 

3. The following spindle speeds should be used: 

(a) For trepanning abrasives — 

Up to 1-1/4" drill diameter. 1500 to 2000 r.p.m. 

1-3/8" to 3-1/4" drill diameter. . . . 950 to 1200 r.p.m. 

(b) For trepanning glass, quartz and ceramics — 

Up to 1-1/4" drill diameter. 800 to 1000 r.p.m. 

1-3/8" to 3-1/4" drill diameter.... 600 to 800 r.p.m. 

The following diamond grit sizes are recommended: 

For trepanning abrasives .40 to 50 

For trepanning glass, quartz and ceramics. .80 to 100 


DIAMOND WHEELS H|ickman>|| even 
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TYPE BNC 


Surface Grinding—Bull Nosed Type 
For Grinding Glass, Ceramics and Similar Materials 


Wheei 

Number 

Size in Inches 

D 

T 

H 

BNC5 

5 

Vs 

3 /4 

BNC6 

6 

Vs U 

- - km 

VA • 



o 




TJ 

U 

BNC8 

8 

7 /» <$ 

va 6 

BNC10 

10 

Vs « . 

VA « 








^ “■— 

BNC12 

12 

i 6 

VA 6 

BNC14 

14 

i 

VA 


Recommended Diamond Grit Sizes: 


Roughing. 80 

Fine.160 


These wheels may be ordered by specify¬ 
ing only the wheel number and grit size. 
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STANDARD 


UNIVERSAL 


TYPES MTS and MTU 

Milling Tools—for Grinding Optical Glass 

STANDARD TYPE UNIVERSAL TYPE 


Tool 

Number 

Pitch 

Diameter 

(Inches) 

MTS1 

Vs 

MTS2 

Va 

MTS3 

1 

MTS4 

1 Va 

MTS5 

V/2 

MTS 6 

2 

MTS7 

2V 2 

MTS 8 

3 

MTS9 

4 

MTS 10 

4 !/ 2 

MTS 11 

5 Vi 


Tool 

Number 

Outside 

Diameter 

(Inches) 

Wall 

Thickness 

(Inches) 

MTU1 

7 /s 

Va 

MTU2 

1 

Va 

MTU3 

VA 

Va 

MTU4 

1 5 /b 

Vs 

MTU5 

17s 

Vs 

MTU 6 

2 % 

Vs 

MTU7 

2Vb 

Vs 

MTU 8 

3 Vs 

Vs 


When the MTU tools are to be used on the G.F. 4 Lens Grinding 
Machine, they are supplied with fitting for No. 2 Jacobs Taper. For 
other purposes, please specify fitting required. 

When these milling tools are required with adaptors to fit the 
Adcock 6r Shipley machine, please state whether taper or screwed 
fitting is needed, and whether tools are to be used on O.V.S. or 
2.V.S. machine. 

Recommended Diamond Grit Size.80 


DIAMOND HONES 
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Standard Hones — For honing cast iron, nitrided steel, glass and 
ceramics. 


Hone 

Number 

Size in Inches 

Length 

1 

Width 

W 

Height 

H 

Radius 

R 

NH1 

2 

Vs 

Vs 

hi 

NH2 

2 

S /32 

3 Ai 

N 

uS 

NH3 

2 

3 /l6 

V\b 

iii 

NH4 

3 

Va 

Va 

O 

CO 

NH5 

4 

Ve 

Va 

5 

t/> 

NH6 

4 

7 /6 

V\b 

O 

NH7 

4 

V,6 

Vs 

i- 

— 




. 


The length shown is the maximum length that can be supplied for 
the quoted width. In every case the hones can be supplied in 
shorter lengths as required. 

The height shown is the popular measurement for standard honing 
machines, but certain variations can be made if necessary. 

Recommended Diamond Grit Sizes: 

Roughing.140 Medium.260 Finishing.420 

These hones may be ordered by specifying only the hone 
number, bore size, material to be honed, and finish required. 


e«r««l STEEL-BONDED 
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TYPE 
HI 

Diamond 
Hand Hones 


Steel-Bonded ^ 





HL1—Diamond Insert 
One End 


—LI- 

-L— 

r L1 - 




w 




* 






HL2—Diamond Insert 
Both Ends 


Hone 

Number 

Size in Inches 

Length 

L 

Width 

w 

Length 

Insert 

LI 

HL1 

5 

'A 

m 

HL2 

5 

'A 



TYPE HLC 

Diamond Hand Hones 
(Conical)—Steel-Bonded 

For lapping approach and exit bearings 
of Tungsten Carbide Dies. 


Hone 

Number 

Size in Inches 

D 

d 

T 

HLC1 

'A 

3 /*2 ? 

1 

HLC2 

1% 

% 

VA 

HLC3 

'A 

'A 

VA 



Method of Operating: While the die 
revolves at approximately 250 r.p.m. 
the lap is held by hand and a gentle 
reciprocating movement is sufficient 
to remove all sharp edges and to 
blend the die angles without fear of 
damage to the vital points. 

For blending radii in form tools, the 
lap is held by hand, and gently re¬ 
ciprocated. Kerosene is recommended 
as a lubricant. 


The following diamond grit sizes are recommended: 


Roughing . 60 to 80 Fine .260 to 300 

Medium .120 to 160 Mirror Finish.S. F. 


These hones may be ordered by specify¬ 
ing only the hone number and grit size. 


DIAMOND HONES 



even 
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MODEL GF-2 
BENCH GRINDING AND 
LAPPING MACHINE 

with 

1 HP REVERSING MOTOR 
12 GPH COOLANT PUMP 

ADJUSTABLE 
TABLE 

SWIVELING 
GUARD 


This machine is especially de¬ 
signed for grinding and lapping 
carbide tools with all types of 
diamond wheels especially steel 
bonded diamond wheels, as well 
as silicon-carbide wheels for 
roughing. It provides adeguate 
power from its 1 HP instant re¬ 
versing motor and an ample flow 
of coolant from a 12 g.p.h. ca¬ 
pacity pump. Table adjustment 
from 5° negative to 15° positive, 
as well as adjustment for wheel 
wear, and provision of protractor 
groove. The swivel guard cov¬ 
ers the entire wheel except for 
the face being used. It is a 
unigue bench-type machine 
combining all these features 
with moderate price. 


SPECIFICATIONS 


Wheel furnished: Wickman- 
Neven steel-bonded plain cup 
diamond wheel; 6" dia. x 
1-1/4" hole x 5/8" rim width. 

Wheel drive: Direct; motor¬ 
ized reversible spindle. 

Spindle mounting: Precision 
ball bearings. 

Motor control: Lever-oper¬ 
ated, drum type reversing 
switch. 

Table size: 8" wide x 12" 
deep. 

Table adjustment: 5° above 
horiz. to 15° below horiz. 

Coolant pump: Centrifugal 
type, with primer and strain¬ 
er. 12 gal. per hour. 

Coolant tank capacity: 1-1/2 
gallons. 

Dimensions: 16-1/2" wide x 
26-1/2" deep x 16-1/2" high. 
Net weight: 134 lbs. 



BENCH GRINDERS 
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MODEL GF-3 
for UNIVERSAL TOOL 
and CUTTER GRINDING 


Can be used as a 

★ SURFACE GRINDER 

★ CHIP BREAKER GRINDER 

★ TOOL & CUTTER GRINDER 


Equipped with a 2850 RPM, 
1 HP reversing motor, this 
machine is made for carbide 
grinding with diamond 
wheels of all types. Wheels 
can be mounted on the mo¬ 
tor spindle or on either of 
two adaptors for spindle ex¬ 
tensions of 2-1/8" or 5-3/8". 
Motor and wheel swivel 
horizontally 20° either side 
of center. The table has 
vertical, longitudinal and 
transverse movement, with 
micro-scales for accurate set¬ 
tings, and 17" x 3" swivel 
table. T-slots permit adjusta¬ 
ble stops. A self-priming, 
centrifugal pump delivers 
12 gal. per hour of coolant 
from a 1-1/2 gal. lubricant 
reservoir. Two coolant adap¬ 
tors are provided. Combina¬ 
tion of motor swivel and 
table enable accurate grind¬ 
ing of cutters, reamers, coun¬ 
terbores, etc. All slides are 
protected from grit and dust. 


SPECIFICATIONS 


Wheel drive: Direct motorized reversible 
spindle. 

Spindle mounting: Precision ball bear¬ 
ings. 

Motor control: Lever-operated, drum 
type reversing switch. 

Table size: 17" x 5". 

Table adjustment: Vertical, 5-1/4"; hori¬ 
zontal, 9-1/4". 

Coolant pump: Centrifugal self-priming, 
12 gal. per hour. 

Coolant tank capacity: 1-1/2 gal. 
Standard equipment: Swivel table 17"x 
3", two adaptors 5-3/8" and 2-1/8" ex¬ 
tension, wheelguard, motor and pump, 
two coolant adaptors. 

Dimensions: 30" x 30" x 31-3/4" high. 
Net weight: 340 lbs. 


PRINTED IN U.S.A. - 5M - 3-50 - W 


BENCH GRINDERS 
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